` 


Work Order ID 


79088 — | 


*79NRR* 


January-19-12 1:42:36 PM 


Item ID: 
Revision ID: 
Item Name: 


D3560-044 


Arm Weldment 


Accept 


ft si 


Start Date: 19/01/2012 Start Qty: 4. Cust Item ID: 
Required Date: 02/02/2012 Req'd Qty: K.0 * A* Customer: 
Reference: 
Approvals: Process Plan: M L 7j Date: ANNA Tooling: Date: 
QC: Date: SPC (Y/N): Date: 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan 
Work Center ID Description Run Hours Code 
Draw Nbr Revision Nbr 
, D3560 Rev D 
100 0.00 
* 4 n n * BAND SAW 
Bandsaw Memo 0.00 Å D (2 lo I |28 
Jeaspa Bandsaw Cut blanks 15.500" long 
110 0.00 
*441* HAAS CNC VERTICAL MACHINING #1 » 
HAAS 1 0.00 EM, ef eger 


HAAS CNC vertical machine #1 


120 
*4 20 
QC 
Quality Control 


Memo 


l- Mill as per Folio FA696 Rev: (S ` & Dwg D3560 Rev: D 
2-C'sink 0,196" hole on manual mill as per dwg D3560 
3-Deburr per dwg D3560 


QC2- Inspect parts off machine FAVFAIB 0.00 


12/02 / oi 


Memo 0.00 


*N9NNN4AN1NN* 


Accept 
Qty 


(0 


10 


Setup Start 


Stop 


Run Start 


Stop 


Reject 
Qty 


Page | 


*NS1* 
*NS2* 


*NR1* 
*NR2* 


Insp. 
Stamp 


Reject 
Number 


Work Order ID 79088 


January-19-12 1:42:36 PM 


Item ID: D3560-044 
Revision ID: 
Item Name: Arm Weldment 


*7008R8* 


a *NONNNANINN* sas 


Start Date: 19/01/2012 Start Qty: 4.00 *A* Cust Item ID: 
Required Date: 02/02/2012 Req'd Qty: 4.00 *A* Customer: 
Reference: 
Approvals: Process Plan: Date: Tooling: Date: 
QC: Date: SPC(Y/N): Date: 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan 
Work Center ID Description Run Hours Code 


130 
kk 
QC 


Quality Control 


140 
*4AN* 
Large Fab 


Large Fab 


QC8- Inspect parts - second check 0.00 / 7 
2 — /2 /O2 O/ 


Large Fab 


0.00 


Memo 
0.00 
d d. } d 
Memo 0.00 Å E G2 . O Z 
1-Weld assembly as per dwg D3560 z / 
STEP: 


l- clean material (buff bracket and bottom of arm with blue pad ) 

2- set up bracket and arm on Jig 

3- preheat bracket and arm with torch 

4- clean before welding with brush 

5- set up machine to 135 amps 

6- weld across bottom and top ends 

7- reheat with torch ( 65 deg C ) 

8- on one side weld from bottom to top half way 

9- same for other side (half way) i 
10- from half way point weld the rest of the first side (ease off pedal near 
end) I l- same for remaining side (ease off pedal near end) 


Stop 


Run Start 


Stop 


Accept Reject 
Qty Qty 


/D Æ 


2 


Page 2 


*NS1* 
"NS 


*NR1* 
*NR2* 


Reject Insp. 
Number Stamp 


Work Order ID 79088 
January-19-12. 1:42:36 PM 


Item ID: D3560-044 
Revision ID: 


Item Name: Arm Weldment 


*A* 
SA? 


Start Date: 19/01/2012 
Required Date: 02/02/2012 


Start Qty: 4.00 
Req'd Qty: 4.00 


Reference: 

Approvals: Process Plan: Date: 
QC: Date: 

Sequence ID/ Operation 


Work Center ID Description 

150 QCS- Inspect part completeness to step on W/O 
14 EN* 

QC Memo 

Quality Control 

160 QC9- Inspect visual per QSIO04- Fusion Welds 
"AR 

Qc Memo 

Quality Control 

170 Chemical Conversion Coat per QSI005 4.1 
*170* 

HandFinish Memo 


Hand Finishing 


*79NRR* 


Accept 


Tooling: 


SPC (Y/N): 


Set Up/ 
Run Hours 


0.00 


0.00 


0.00 


0.00 


0.00 


0.00 


*NOENNN4N1NN* 


Setup Start 


Stop 
Cust Item ID: 
Customer: 
Run Start 
Date: 
Stop 
Date: 
Tool ID Tool? Plan Accept Reject 
Code Qty Qty 


*NR1* 
*NR2* 


Reject Insp. 
Number Stamp 


GZ 


Work Order ID 79088 


January-19-12. 1:42:36 PM 


Item ID: 
Revision ID: 
Item Name: 


Start Date: 


Reference: 

Approvals: Process Plan: Date: 
QC: Date: 

Sequence ID/ Operation 

Work Center ID Description 


180 
*4Rn* 
QC 


Quality Control 


190 


*1QnN* 


Small Fab 
Small Fab 


200 
“NW 
QC 


Quality Control 


D3560-044 


Arm Weldment 


19/01/2012 
Required Date: 02/02/2012 


Start Qty: 4.00 
Req'd Qty: 4.00 


QC3- Inspect Part Finish 


*7OnRR* 


Accept 
*A* 
*A* 
Tooling: 
SPC(Y/N): 
Set Up/ 
Run Hours 


0.00 


0.00 


Memo 
0.00 
Small Fab 
Mio 0.00 
I -Press bushing in D3560 arm per dwg D3562 
QCS- Inspect part completeness to step on W/O 0.00 


Memo 


0.00 


*NONNNAN1NN* se sen 


Cust Item ID: 
Customer: 


Date: 
Date: 


Tool ID Tool# Plan 


Code ZK 


Page 4 


"NS 
Stop *NQGo* 


Run Start 


*NR1* 
*NR2* 


Reject Reject Insp. 
ty umber Stamp 


Stop 


Accept 


<N 
| 


o ©) 


N ad 


K 


Work Order ID 79088 
January-19-12 1:42:36 PM 


Item ID: D3560-044 
Revision ID: 
Item Name: Arm Weldment 


Start Date: 19/01/2012 Start Qty: 4.00 "AT 
Required Date: 02/02/2012 Req'd Qty: 4.00 *A* 
Reference: 

Approvals: Process Plan: Date: 

QC: Date: 

Sequence ID/ Operation 

Work Center ID Description 

210 Identify as per dwg & Stock Location: L u ] 
EDAN” 

Packaging Memo 

Packaging *** STOCK IN STEP CELL*** 
220 QC21- Final Inspection - Work Order Release 
290" 

QC Memo 


Quality Control 


*79N88* 
*N9NNNAN1NN* 


pz å 


Setup Start 


Stop 


Start 


Stop 


Reject 


Page 5 


*NS1* 
"NIS 


*NR1* 
*NR2* 


Reject Insp. 
Number Stamp 


`Picklist Print 
January-19-12 1:42:39 PM 
Work Order ID: 79088 


Parent Item: D3560-044 
Parent Item Name: Arm Weldment 


*79N88* 


Comments: IPP Rev: A New Issue 07.05,24 EC 
IPP Rev B ECN 987 07.10.09 EC verified by DD 
IPP Rev:C ECNI048 07-12-18 DD veriffied by: EC 


Component Item ID/ Replacement Mfg/ Bin Primary Last 
Item Name Item ID Purch Item Location Location 
D2808 Manufactured No 
* * 
D2808 
Bushing 
Location 
GA 
32896 
71879 
76188 
M6061T6B0.500X05.00 Purchased No 
0 


*MANA1TARN ^500X05 nnn* 


6061-T6 Bar .500 x 5.00 
Location 
MAT001 
112154 
117933 
119324 
MAT004 
120243 


—» |2042] 


*D3560-044* 


Route Unit of 
Seq ID Measure 


100 Each 


140 f 


Start Date: 19/01/2012 
Start Qty: 4.00 


Qty on 
Hand 


22.0000 


Loc Code 


59.7480 


Loc Code 


Qty per Kit Total 


** 


kk 


1.295 


Qty 


DAWR jo 


Page 1 


sj 
T 


Required Date: 02/02/2012 


Required Qty: 4.00 


Qty 


Issued 


£t 


Date 
Issued 


Status 


Picklist Print 
January-19-12 1:42:39 PM 


Work Order ID: 79088 


Parent Item: D3560-044 
Parent Item Name: Arm Weldment 


D3592-1 


*[)3592-4* 


Plate 


January-19-12 1:42:39 PM 


Manufactured 


*79N88* 
*D3560-044* 


No 190 Each 
Location Loc Qty 
WA 6 
78934 6 
WA002 9 
47015 2 
48517 7 


Shop Packet Print 


Page 


Start Date: 19/01/2012 Required Date: 02/02/2012 
Start Qty: 4.00 Required Qty: 4.00 


o9 Hiatdret 


Loc Code 


SC eg 


2 


EDS Ü 


D2808 SPACER. 
D3592-1 PLATE PRESS FIT AFTER LEER. 
m— ALODINE `` 
P A= —^€— -D35924 PLATE | D 
—B 
a D ARM WELDMENT 
FA O88, -L.I 
D3592-1 PLATE 
D2808 SPACER. l L Di I^ D2808 SPACER, 
PRESS FIT AFTER PRESS FIT AFTER — 
c ALODINE ALODINE c 
ES 
IREF) Ai 
DETAIL A DETAIL B 
SCALE 1.2 SCALE 1:2 
ADD D2808 PRESS FIT NOTE; REDRAWN IN SOLIDWORKS | DC | 07.11.18 
| cp | 070.19 


RIAL: N/A 
å FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
4) UNITS: pue UNLESS OTHERWISE NOTED 
5) BREAK S. IE 0.005 TO 0.015 MAX 
IDENTIFICATION 
7) WEIGHT. 123 bs YP) 
8) WELDING: PER T OS! 004 


R0 30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
- R0. 49 
PROFILE TO MATCH RO.75 
D3592-1 PLA +0.000 


-1 TE. 
MACHINE AT 2 4° C'BORE @0.507_0 og 
SEE VIEW C-C — 0.250 DEEP FROM 
5631 THIS SIDE 


RO 35 (TYP) - R0 375 


me D3560-1 ARM WELDMENT 


765 


MATERIAL 6061-T6 (OR 8061-T851/T6510/T6511/T62) BAR, 0.500 THICK 
PER AMS-QQ-A-225/8 (OR AMS 4117/4128/4115/4116) OR 

PER AMS.QQ-A-200/8 (OR AMS 4160) 
(REF DART SPEC 17680.500) 

2) FINISH: NONE 

2 TOLERANCES: PER DART QSI 018 UNLESS TENNE NOTED 

"EARS INCHES UNLESS OTHERWISE NOTE 
BREAK SHARP "Xn 0.005 TO 0.015 MAX 
å IDENTIFICATION Hi 
7) WEIGHT: 1 05 Ibs 


U 1 D D 
1 1 D ' ru 
AE i 0.188 ] 0.500 J 


(POCKETING RAD) 
R0 032 
AT BASE OF C'BORE 


21,000 THRU - 
(TYP 7 PLACES) 


VIEW C-C 


R2.00 
19.7" 


00.196 (DRILL #9 REF) ` 
C'SINK Ø0 385x100* ~ 


PATE 07.11.16 KUSKA EE 


*0.000 
C'BORE 90.507") gen 


0250 DEEP FROM 
THIS SIDE 


R0.375 — 


R0 032 
AT BASE OF C'BORE 


90.196 (DRILL #9 REF) 
C'SINK Ø0.385x100* 


PROFILE TO MATCH 
D3592-1 PLATE 


MACHINE AT 2 4°, 
a. SEE VIEW D-D 


D3560-2 ARM 


M MATERIAL 6061-16 (OR 6061-T651/T6510/T6511/T62) BAR. 0.500 THICK 
PER AMS-QQ-A-225/8 (OR AMS 4117/4128/4115/4116) OR 
PER AMS-QQ-A-200/8 (OR AMS 4160) 
(REF. DART SPE! 17680 500) 

2) FINISH. NONE 

3) TOLERANCES: PER DART QS! 018 UNLESS OTHERWISE NOTED 

4) UNITS. INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES 0.005 TO 0.015 MAX 

6) IDENTIFICATION: N/A 

7) WEIGHT: 1.05 ibs 


Ø 1.000 THRU 
(TYP 7 PLACES) 


COPYRIGNT © 2008 BY CART APROSPACE LID 
å naw: a Fann + a CR RR. KE VP MSG D Ce HR YE Coni Deene 
et PRE am COR OF LIBRERIA "uy Ver P P PN rtm 


PROFILE d MATCH 
D3592-1 PLATE, 


LA 
MACHINE AT245 ^ 
SEE VIEW E-E 


1.000 THRU 
(TYP 4 PLACES) 


RO.13 (TYP) 
(POCKETING RAD) 


RET TAPER 


FROM 1.702 TO 1.750 


(60.900 THRU 
(1 PLACE) 


(0.196 (DRILL 49 REF) 
C'SINK Q0.385x100* 


*0 000 


C'BORE $0507 9991 
0.250 DEEP FROM 


THIS SIDE 


D3560-3 ARM 


Mtn. Meca OR 6061-T651/T6510/T6511/T62) BAR, 0.500 THICK 


2) FINIS 


AMS-QQ-A-225/8 2008 (OR AMS 4117/4128/4115/4116) OR 


AMS-QQ-A-200/8 (OR AMS 4160) 
(REF DART SPEC. 1T6B0.500) 


H. NONE 
3) TOLERANCES, PER DART QSI 018 bnr Å SE NOTED 
: UNITS. INCHES UNLESS OTHERWISE 
BREAK SHARP EDGES: 0.005 TO 0 015 WAX 
D IDENTIFICATION. N/A 
7) WEIGHT. 1 05 ibs 


T aae t 0.500 


R0.032 
AT BASE OF C'BORE 


DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 


wa sonat a man am COP CST asw, + 
<= rum MO Pol sm Aaa sa ERED i LC ria HE VG Rer Gt rne ente 


i +0.000 
C'BORE 0.50779 001 


0.250 DEEP FROM 
THIS SIDE 


0.188 


R0.032 _ 
AT BASE OF C'BORE 


R0.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
0.188 (TYP) 


^ 0275 (TYP) 


_ R0.13 (TYP) 
(POCKETING RAD) 


- 1.750 CONSTANT TAPER 
x FROM 1.702 TO 1.750 


Ø0.900 THRU 
(1 PLACE) 


19.7° 


@0 196 (DRILL #9 REF) 
C'SINK @0.385x100° 


@1.000 THRU 
(TYP 4 PLACES) 


PROFILE TO MATCH 
D3592-1 PLATE, 
MACHINE AT 2 4°, 
SEE VIEW F-F 


D3560-4 ARM 


N S. 

MATERIAL: 6061-T6 (OR 6061-T651/T6510/T6511/T62) BAR, 0.500 THICK 
PER AMS-QQ-A-225/8 (OR AMS 4117/4128/4115/4116) OR 
PER AMS-QQ-A-200/8 (OR AMS 4160) 

(REF. DART SPEC. M6061T6B0.500) 

2) FINISH: NONE 

3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 

6) IDENTIFICATION: N/A 

7) WEIGHT. 1.05 Ibs 


DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 


COPYRIGHT € 2008 BY DART AEROSPACE LTD 
vek COAT PTE AND CON SET AMD G DIPL OM T KAREN COGOR THAT IEG 
BE Ut ^ C ANY PURPOSE UB COMED r* rusenawca FE TO ENY OPEN PUB HOR TEL 
mre I t ZE? 


DATE 07 41.16 


DART AEROSPACE LTD Work Order:| sid 
i See 
Description: Arm 
eae | Rae eres 
Inspection Dwg: D3560 Rev: D | ee | 


FIRST ARTICLE INSPECTION CHECKLIST 


[x] First Article [] Prototype 
en Method of 


Ø0.507 +0.000/-0.001 Socs th- ot 
@0.196 +0.005/-0.001 ¿GAC 
S 


Drawing 


Reject Comments 


hl 


| Fk: 64 < an 

91.000 +0.010/-0.001 ||. OG] 
20.900 +0.010/-0.001 ^N 
v.00 


KE a 
0.385 x 100° $8510" 


Measured by: 


Prototype Approval: N/A 


Revised b 


|Rev| Date | 

07.01.17 KJ/JLM lg Sal 
| B |07.06.13 | Dimensions updated per Dwg Rev B KJ/JLM e ren 
10.02.02 | Dimensions updated per Dwg Rev C KJ GM |] 


H:\FORMS\Quality Assurance\approved QAYFAI revD 


